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WHAT T5 CIAIMED TSr 

1. A resin molding comprising: 
an injection-molded resin body; and 



a soft meshed member bonded to the injection-molded resin 



body. 



2. The resin molding according to claim 1, wherein 

i 

the meshed member comprises an electromagnetic shielding 
textile sheet. 

3. The resin moldina according to claim 2, wherein 
the electromagnetic shielding textile sheet^oirtprises of 

a plurality of linear eleme its, each consistincf-of a core member 
and a metal layer covering the core member. 

4. The resin moldir g 
the core members are 



5. The resin mj 
the core m< 

6. The resin mo' 
the electromagnet^ 

plurality of linear elemdti 




according to claim 3, wjierein 
made of a synthetic £#sin. 

according to claim 3, wherein 
de of glass. 

ig to claim 2, wherein 
textile shee£^<5omprises a 
having ^at^tal core. 



7. The resin molding according to claim 2, wherein 
the injection-mole led resin body is transparent, the 
electromagnetic shielding textile sheet has a desired light 
transmittance, and th§ resin molding is substantially 



transparent . 



8. The resin molding according to claim 1, wherein 
the meshed member Comprises a nonwoven f abricfof synthetic 



resin fibers. 



9. The resin molding according to claim 1, >wherein 
the meshed member comprises a synthetic res ijyrilm provided 
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with a plurality of pores. 



hole. 



10. The restiji molding according to claim 1, wherein 
the in jectioiLmolded resin body is providedw^th^a through 



11. The resin V°l d i n 9 according to claim 10 , wherein 
the soft meshed\member is provided with a through hole 

coinciding with the through hole of the injection-molded resin 

body. 




12. The resin molding according to claim 1, wherein 
the injection-molded resin body has a predetermined 
direction of a resin flow, and meshes of the meshed/member are 
arranged in rows inclined ta the direction of the resin flow. 



13. The resin molding according to claim 1, wherein 
the meshed member has a plurality of meshes jof an area of 



0.04 mm or above. 



14. The resin moj 
the injection-molded 
protrusion in surfaces thereof . N 



body 



claim 1, /wherein 
jas a reces s and a 



15. The resin molding acc 



to claim l/ wherein 



the injection-molded resin Wpdy has a curved protrusion 
or a curved recess in surfaces thereof. 



16. The resin molding according to claim k, wherein 
the meshed member has a plurality of meshes, and a resin 
forming the injection-molded resin body penetrates halfway 
through the meshed member so that the meshed member can be 
separated from the injection-molded resan body. 



17. The resin molding according to claim 1, wherein 
the injection-molded resin body comprises a pair of 
component parts connected by the meshed member serving as a hinge. 
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18. The resin molding,; according to claim 1, wherein 
the injection-molded rssin body has a box£d-slTape with 
corners, and is provided with ribs for containing a portion of 
the meshed member on inner surfaces the corners. 



19. The resin molding according to claim 1, wherein 
the injection-molded resin body has a boxed-sfiape with 
corners, and each corner has c curved inner surface and a curved 
outer surface, the radius of tjie inner surface being greater than 
that of the outer surface so tHat the corner can contain a portion 
of the meshed member. ! 



20. The resin molding! according to any one of claims 10 
to 19, wherein 1 S 

the soft meshed memper comprises an electromagnetic 
radiation shielding textilel sheet. 



21. The resi 
further comprising 
injection-molded resin 



22. The resin molding according to claim 21, wherein 
the decorative member is on one side/ of the 
injection-molded resin body, and the soft meshed ij&nber is 
the other side of the in jeit ion-molded resin body. 




ording to claim 1 

tive member borfded to the 




is on 



23. The resin molding according to claim 21, wherein 
the soft meshed menober and the decorative nfember are 
laminated to one surface of the injection-molded :cesin body so 
that the decorative member/ is arranged outside the soft meshed 
member. 



24. The resin molding according to claim CI, wherein 
the soft meshed member comprises an electromagnetic 
shielding textile sheet. 
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.25. A resin molding manufacturing method comprises the 
steps of: 

placing a meshed member in an open mold; 
clamping the mold; and 
injecting a resin into the mold. 

26. The resin molding manufacturing method according to 
claim 25 , wherein 

Jzrfte meshed member is held in a slack state in the mold when 
clamping the mold, to allow the meshed member to be shaped so 
as to conform with a shape of an inner surface of the mold. 




27. A resin molding manufacturing method comprising the 
steps of: 

placing a decorative member and a soft meshed member in 
a cavity formed between a male mold and a female mold, and 

injecting a resin into the cavity to form an 
injection-molded resin body. 

28. The resin molding manufacturing jp£hod according to 
claim 27, wljefein ? 

the'decorative member is disposed on one side of the cavity, 
the soft meshed member is disposed on the other side of the cavity, 
and the resin is injected from the side of the decorative member 
through an opening of the decorative member into the cavity so 
that the decorative member is bonded to one side of the 
injection-molded resin body and the meshed member is bonded to 
the other side of the same. 

29. The resin molding manufacturing method according to 
claim 27, wnerein 

t£e decorative member is disposed on one side of the cavity, 
the soft meshed member is provided with an opening, the soft meshed 
member is disposed on the other side of the cavity, and the resin 
is injected from the side of the soft meshed member through an 
opening of the meshed member into the cavity so that the decorative 
member is bonded to one side of the injection-molded resin body 
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and the meshed member is bonded to the other side of the same. 



30. The resin molding manufacturing method according to 
claim 2^wherein 

the decorative member is disposed on one side of the cavity, 
the resin is injected from the side of the soft meshed member 
to force the soft meshed member toward the side of the decorative 
member in order that the soft meshed member is superposed on the 
decorative member. 

31. The resin molding manufacturing method according to 
claim 27 / 

✓further comprising a step of bonding together the 
decorative member and the soft meshed member in a laminated 
structure, wherein the laminated structure of the decorative 
member and the soft meshed member is placed in the cavity. 



32. A resin molding manufacturing apparatus for 
manufacturing a resin molding, comprising: 

a male mold; and 

a female mold to be combined with the male mold to form 
a cavity in which a soft meshed member is placed; 

wherein the female mold is provided with a protrusible 
member capable of being protruded toward the male mold. 

33. The resin molding manufacturing apparatus according 
to claim 32, wja^rein 

the protrusible member has an end surface facing the male 
mold and having a rounded edge. 

34. A resin molding manufacturing apparatus for 
manufacturing a resin molding, comprising: 

a male mold; 

a female mold to be combined with the male mold to form 
a cavity in which a soft meshed member is placed; and 

a stripper interposed between the male and the female mold 
and capable of holding a peripheral part of the soft meshed member, 
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positioned on the brim of the cavity together with the male mold. 



35. The resin molding manufacturing apparatus according 
to claim 34, wherein 

the stripper is provided, on its surface facing the cavity, 
with a cutting part for cutting the soft meshed member in 
cooperation with the male mold. 

36. The resin molding manufacturing apparatus according 
to claim 34, wherein 

the resin molding has corners, and 

spaces for containing the soft meshed member are formed 
in parts of a surface of the stripper facing the male mold at 
positions corresponding to the corners of the resin molding. 




37. A case comprising: J- 
a first half case; and 



a second half case joined to the first half casexso as to 
form a space for containing an electronic circuity 

wherein each of the first and the second half case comprises 
injection-molded resin body, and an electromagnet^^sh^l^ing 
textile sheet covering the inner surface of .the injection-molded 
resin body. 



38. The case according to claim 3^<wherein 

the injection-molded resin bodyof at least either the 
first or the second half case is provided with a through hole. 

39. The case according to claim 38, wherein 

the through hole of the injection^molded resin body is 
covered with the electromagnetic shielding textile sheet. 



40. The case according to claija^S, wherein 
the electromagnetic shielding textile sheet is provided 

with a through hole in a part thereof corresponding to the through 

hole of the injection-molded resin body. 
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41. The case according to claim 40, wherein 

a push button of a conductive resin i^f itted in the through 
hole of the injection-molded resin bod/and the through hole of 
the electromagnetic shielding textile sheet. 

42. The case according to claim 40 .^herein 

a connector is disposed in the/through hole of the 
injectiSi-molded^resin body and the through hole of the 
electromagnetic shielding textile sheet. 

43. The case according to claim/42, wherein 

an insulating ring is placed wixhin the through hole of 
the injection-molded resin body and the through hole of the 
electromagnetic shielding textile sheet. 

44. The case according to claim 37 -/wherein 

parts of the electromagnetic shielding textile sheets of 
the first and the second half case project from the edges of the 
first and the second half cases, respectively. 

45. The case according to claim 3/, wherein a conduct ive 
gasket is interposed between the first cfnd the second half cases . 

46. A case comprising: 
a first half case; and 

a second half case joined to the first half case so as to 
form a space for containing an electronic circuit; 

wherein each of the first and the second half case comprises 
an injection-molded resin body, and an electromagnetic shielding 
textllejsheet covering the inner surface of the injection-molded 
resin body, 

the first half case is provided with a recess, and 
the second half case is provided with a protrusion fitting 
the recess of the first half case. 



47. The case according to claim 4^ wherein 

the electromagnetic shielding textile sheets cover the 
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surface of the recess of the first half case and the surface of 
the protrusion of the second half case, respectively, and the 
respective electromagnetic shielding textile sheets of the first 
and the second half case are electrically connected. 



48. The case according to claim 4J<^wherein 
the electromagnetic shielding textile sheet of the second 
half case has a part extending through the protrusion. 




//-^ 49.(" A resin moldin g^ jto b ie fixed to a c ase containing an 

Ca-^\ electric circuit x so ag^to cover an "opening formed in the case^) 

^ said resin molding 





a main part coveriBgrtne opening of the case; ana 
a peripheral part formed around the main part so as to be 
in contact with the inner surface of the case;, 
j£ .' wherein the main part comprises an injection-molded resin 

lI body, and a decorative member and a soft meshed member bonded 

□ to the injection-molded resin body, and 

the meshed member of the main part has a part extending 
over the peripheral part. 



50. The resin molding according to claim 4J^wherein 
the decorative member of the main part has tfpart extending 
over the peripheral part. 



51. The resin molding according to claim 49, wherein 
the main part comprises an injection-molded body, a 
decorative member, and a soft meshed member sandwiched between 
the injection-molded resin body and the decorative member. 



